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●DC PULSED TIG
●Rectangular VVave AC Pulsed TIG
●DC TIG        .      ▼
●Rectangular こヽve AC TIG

High quality welding is achieved by puised TlG weldingロ

i n  A C C U T I G  P , t h e  w e l d i n g  c u r r e n t i s  c h a n g e d  i n

puises at specific inteⅣals=The base metalis melted

wvhile the puise currentis fiowing,and while the base

current is fiowing,the m6iten poolis cooled and

solidified.Welding spots formed periodically are iOined

to perform TIG wvelding at high performance and high

quality=

Bead Appearance in Rectangular
Wave AC Pused TIG We ding of

A um num

l   of stainless stee wire mesh

The puise current aHows the arc spread properly,and

the fusion of bead and base metalis excellent Edge

corners oriap iointS Of thin plates can be welded easily,

and a uniform resultis obtained.

▼

W

▼Difficult welding done easily by pulsed TlG日

Powerful in dissiFnilar metals,different plate

thicknesses,or gap weldingロ

Outstanding power while welding copper and mild steel〕

stainless steel and mild steel,oriOints widely different in

plate thickness
」oints wvith gaps or misalignment can be easily wvelded

by the puise arc function,

Also easy to weld edge lointS,CorneriointS,。r
iap jointsョ

Macrostructure ofiointS
、velding sect on diferent

in plate thickness

Easy to Fnaintain uniforrn penetration

in welds which is indispensable for

pipe weldingロ

The molten pool can be controHed freely by

the puise current and base current

adiuStment.H19h qualtty welding resutts are

obtained in penetration welding,overhead

wvelding and vertical welding where drooping

ofthe bead is a problem

Welding heatinput can be controHed easily,

and thermal distortion is iess,and itis capable

of preventing welding defects such as

improperfusion,lack of penetration,cracks or

biowholes.



●DC Stick
●Rectangular VVave AC Stick

― ●TIG Arc Spol

Preflow,initial current,and up口slope function
A favorable arc startis obtained by

utilizing the prelow function and high

irequency start circuit

Standard equipment also inciudes

initial current and up‐slope function to

prevent melt‐dowvn of thin plates

during the wvelding siart or defective

penetration or defect in thick plates

function/crater filler function

Craler fi‖er function is to prevent caving

a crater or crack due to shrinking ofthe

crater at end of TIG weld,the down―

siope function is for transferring the

wvelding current gradua‖y to the crater
fiHer current and both are included in the

standard equipmenti
Time一

3 kinds of crater口fi‖er function
ⅢCRATER‐ FILLER“swRch ON   HCRATER― FILLERⅢ swにch OFF “ CRATER‐ FlLLERⅢ swich REPEAT

Dynanlic reactor control

rectangular wave AC
in addition to OTCis original ⅢiC thyristor control“,using the

じ  冊 」R端 撚 盟 描 緒 帯硝ざ総 1鞘 冊 棚

u ar

current to high current
Long―‐unstable arc

Stable arc
Current

l _

T me

Aし WaVe,o「 rH ol Aし しU llu    cOnVenttonal AC weldin9

current waveform

Adiustable cleaning width

function

(reCtangular wave AC balance controり

Cleaning action of arc is indispensable in

aluminum welding, which has a large effect

on wvelding quality such as bead appearance

and penetration〕etc`

ACCUTIG can condnuousiy adjustthe

cteaning vvidth by utilizing a single knob to

balance control ofrectangular wave AC An

optimum cleaning wvidth can be obtained to

conform to the material and groove shape

Wide+― ―一Normal― ――=― Narrow

Example of adiustment Of clean ng width

T me一

Down‐siope

Power saving function
The input circuitis cut off automatica‖y by the powver saving circuit
when welding is over,and energy is saved substantially,

User‐friendly design
●Ammeterincluded in standard equipment

●Easy-lo―connect output terminal

●Pressure detecting function of cooling vvater wvhen using water‐

cooled torch

Easy-lo―see and Easy― to‐use Control Panel
AC waveform of ACCUTIG

じ

Down-  1‖ e「  Post―

Arc spot timer function
The arc spottimer can make spotwvelding of

stainless steel or mild steel easy

D o u b l e  o p e r a t i o n  f u n c t i o n

The welding conditions(base Current,puise

current)can be set either by the front panel

or by the optional remote control box Either

control「nay be selected depending on the

wvorking environments or convenience of

use



Connection Diagram

This co or means standard
composkton

TIG iorch

T16 Arc start hg Method

Rated

Rated input

Rated Duty Cycle

Max No― load

int ai Volage(DC T16)

DC Output

Currenl

AC Outpui

Cu「rent Range

Rated Loadヽ′olage

inttal Crater Fi‖er

Cu「rent(TIG)

Crate卜F‖ler Contro

T me interval

ifications and Standard Accessories
ACCUTIG 300P

Power Source

ACCUTIG 500P

AEP-500

indicate npui voにage when

470(27 9KW)

5-500

20-500

5-500

ONi OFF change over system

options

●Welding Torch

●Extention Cable for Torch

Mode 4m 1 l m 16m

A W ( F )」7

AW 2041 208
BAWHヽ 1504 BAIJH‐1511 BAWH-1516

AIW(F)26 BAWH‐ 2004 BAllVH-2011 BAITH-2016

AW 18 BAWS‐ 3004 BAllVS-3011 BAIWS-3016

A1/V12 BAulS‐5004 BAWS-5011 BAWS-5016

●Re m o t e  C o n t r o l  B o x  w i t h  4 m  c a b l e

For AEP-300:P6699Z00

For AEP-500:K511l C00

● Foot Current Control(Part No Kl104F00)

●Foot Swich(Part No 4259-004)

▼

▼

▼

▼

01-5

02-5

Pu se TIG Function 003‐1 2

005‐25

wdlllにattuSted by chan」ng the dectrode o Hme

Torch C6oHng A r coo edttprater coo ed

Outs de Dimens ons(WXD卜 H) 508× 724× 895

Mass

Glass Enc osed Fuse 5A

Glass Enc oSed Fuse 10A

Fuse 10A

AW 12

Rated VVelding Current

Duty

Water‐cooled

Electrode k2(10),(16),(24),32

401

4 or8

打orch Switch

Meta Nozzle No 10

Co‖et4 0

Elect「ode 4 0

●Cable HOse BMRH-5001

ネH n case ofus ng AC BALANCEttMAX PENETRATiON“  n AC TIG wedng,Duty Cyc e s 30%(AEP-300)and 50%(AEP‐500)

in accordance with DAIHENIs pO‖ cy to rnake continuing improvements,desi9n and/Or specifications

are subiecttO Change w thout notice and vvithout any ob‖ gation on the part of manufacturer
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Model AIH(F)-17ハJ‐2041 AW 2081 AW(F)26

日ated′ヽVelding

C u r r e n t AC

Duty Cyc e %

Mcthod Air cooled

EleCirocre mm" 05^ウ24 05-40

Cable Length 4 or8 4 8 4 or8

238(15 1KW)

460× 663× 859

* 2 ( 0 5 ) , ( 1 1 0 ) , ( 1 6 ) ( 2 0 ) ,

(24),(30)132.(40)

OTC TIG welding lllachine line口 up

inverter Control AC/DC Puised

T!G Welding Machines

INVERTER ACCUTlG

300P・500P

Highest qualRy AC/DC Pused T

vvelding machine achieve h19h

quality vvelding of alum num by
vaHed AC TIG current waveforms

and puise funct ons

inverter Control

DC Puised

TlG Welding Machines

iNVERTER ARG0

200P・ 300P

Highest‐qualRy DC puised
T I G  w e  d  n g  m a c h  n e f o r

high quality wveldin9 of

stainless steel and

nonferrous metals
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